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(57) ABSTRACT

The method of the invention includes forming a plate and
deforming, by ultrasonic forging, a plate side located between
the conical surfaces (34, 35) of strikers (2, 3) for the purpose
of forming a wedge-shaped edge on the plate (1). The strikers
are rotated around their longitudinal axes (L1, [.2). The
device of the invention is provided with a drive for rotating the
strikers (2, 3). On the working surface of the striker (2, 3) a
recess is made, the generatrix of which corresponds to the
form of the wedge-shaped edge surface. The invention
enables to shorten the time of treatment and improve the
quality of the cutting edge surface.
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METHOD OF MAKING CUTTING TOOL
EDGES, A DEVICE FOR REALIZING SAME,
AND A STRIKER USED IN THE SAID DEVICE

The invention relates to machine-building, in particular to
metal-working by ultrasonic forging, and may be used for
making edges with improved performance and for forming
cutting edges of small thickness.

A method of grounding (USSR Patent No. 318205, B24 B
3/48, publ. in 1971) is commonly used for making cutting
edges of small thickness, e.g., in razor blades. Shortcomings
of a grounding method are: insufficient quality of the edge
surface due to the presence of large metal grains in the cutting
edge area; complex and labor-consuming procedure of many
consecutive grounding operations due to the necessity of
using high-precision process equipment and special tooling;
carrying out hardening before forming blade cutting edge,
which makes working more difficult; moreover, a blade made
by grounding is subject to corrosion in storage, which is
conditioned by the fact that in the process of making shape of
a cutting edge by grounding very high local temperatures are
developed, which influence metal after hardening as its tem-
pering, after which its corrosion resistance and wear resis-
tance are reduced.

Known in the art are methods of rolling using longitudinal
ultrasonic vibrations, which consist in that during commonly
used rolling ultrasonic vibrations are excited in rolls with the
use of magnetostrictors attached to the roll ends (see: V. P.
Severenko, V. V. Klubovich, A. V. Stepanenko “Rolling and
drawing with ultra sound”, Nauka I Technika Publ. House,
Minsk, 1970, p. 136-181). When rolling with the use of ultra
sound vibrations having different amplitudes are applied to a
worked material, which is connected to the parallel arrange-
ment of rolls relative to a plate, as well as to a significant
length of the deformation area. Furthermore, ultrasonic vibra-
tions in rolling are only a supplementary means for reducing
frictional forces and increasing, to some extent, plasticity of a
material being worked. In a forging process with the use of
ultrasound vibrations are oriented along the longitudinal axis
of strikers, i.e. in the direction orthogonal to the plate. The
plate edges are deformed by ultrasonic forging mainly due to
acoustic energy itself. Thus, the processes going on when a
worked material is deformed by forging with the use of ultra-
sound and by rolling with the use of ultrasound are com-
pletely different, where, the frictional forces appearing in the
process of rolling with the use of ultrasound, unlike those
appearing in the process of forging, are directed strictly along
the longitudinal axis of the plate.

Methods using ultrasonic forging for forming a blade cut-
ting edge enable to obtain higher quality cutting edges due to
breaking metal grains directly in the cutting edge area. How-
ever, in most cases, in order to for a high-quality blade cutting
edge, the known methods require multiple passes of a plate
between strikers of an ultrasonic device, usually from three to
ten passes, and, in order to obtain a high-quality surface, such
methods usually require that additional finishing operations
should be carried out, e.g., electro-chemical sharpening in an
electrolytic solution (RF Patent No. 2025189, B 21 K 11/00;
publ. in 1994).

The necessity of carrying out finishing operations for the
purpose of obtaining very high-quality blades after ultrasonic
treatment of the plate end is conditioned by the fact that metal
in the front part of a cutting edge, when being influenced by
ultrasound, flows into various directions, which results in
formation of a burr in the front part of the cutting edge, rather
than by metal tempering processes developed when ground-
ing it.
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For removing surface layers of metal additional improve-
ments should be used, e.g., the striker axes are to be inclined
to each other in order to form a slot enabling the surface layers
of metal to outflow (USSR Inventor’s Certificate No.
1827904, B 21 J 5/00; publ. in 1991).

Known in the art is a method of making a cutting tool edge,
comprising forming a plate, deforming the plate end located
between the conical surfaces of strikers by ultrasonic forging,
with simultaneously moving the plate relative to the striker
axes in the transverse direction for the purpose of forming a
wedge-shaped edge on the plate (USSR Inventor’s Certificate
No. 1720779, B 21 K 11/00, B 21 J 5/00; publ. in 1991).
According to the said method, a blank, when being deformed,
is moved in the direction transversal to the applied static
dragging power, and a size of the clearance between the
strikers is maintained during the whole deformation cycle at
the level of the double amplitude of ultrasonic vibrations. An
advantage of the said method consists in the possibility of
obtaining a finished product with the cutting edge thickness
of 1-3 microns, without a burr or with a minimum burr.

The shortcomings of the said method are: the complex
method of ultrasonic forging due to the necessity of selecting
a value of the static end force at given variations in the plate
dimensions and deviations of the true trajectory of the plate
movement from the value set in the blank movement mecha-
nism; difficulty of maintaining the set value of clearance
between the strikers during the whole deformation cycle; the
necessity of several traverse passes of the plate between the
strikers for the purpose of obtaining a cutting edge of mini-
mum thickness. The main constraint of the said method,
which seemingly enables high-quality cutting edges having
small metal grains and minimum thicknesses, as studies have
shown, is the presence of a hidden defect in the form of a
narrow slot-like microscopic void located in the plane of
symmetry of the cutting edge.

In order to remove this defect, in the known technical
solution the plate edge is rounded (RF Patent No. 2211742, B
21 K 11/00; publ. in 2003). The restraint of the said method is
the necessity of carrying out additional operations for the
purpose of making a blank itself, which is preliminarily bev-
eled by rolling, grounding, pressing in a die or preliminary
ultrasonic forging of a plate end. The main shortcoming of
this process, which is also typical for the said known methods
of ultrasonic forging, is an small area of the working surface
of the strikes used for deformation, which results in quick
wear of the striker working surfaces, shutdowns of the pro-
cess, tool repairs and re-adjustment of the equipment.

Thus, the most close is the method of making a cutting tool
edge, which includes deforming the plate side located
between the cone-shaped surfaces of the strikers by ultrasonic
forging, while simultaneously moving the plate relative to the
striker longitudinal axes crosswise for forming a wedge-
shaped edge on the plate (RF Patent No. 2211742, B 21 K
11/00; publ. in 2003).

Known in the art is a device for making a cutting tool edge,
which comprises: strikers connected to a source of ultrasonic
vibrations, arranged one opposite the other, and having work-
ing surfaces made cone-shaped, and a mechanism made so as
to ensure the plate movement between the striker working
surfaces transversely relative to their longitudinal axes and
installed with the possibility of deforming a plate side (RF
Patent No. 2211742, B 21 K 11/00; publ. in 2003). Also
known is a striker for ultrasonic making of a cutting tool edge,
which has the working surface made cone-shaped and
intended for deforming a plate side by ultrasonic forging for
the purpose of producing a wedge-shaped blade (RF Patent
No. 2211742, B 21 K 11/00; publ. in 2003).
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The task, as solved by this invention, is to improve the
quality of the finished product and the technological opera-
tions carried out to make it, reduce laboriousness, increase the
operation period for the equipment without its re-adjustment,
as well as to improve the conditions for automation of the
method by reducing the number of passes necessary for form-
ing the cutting edge.

The technical result, which may be achieved when practic-
ing the claimed method, relates to an improvement in the
cutting edge quality while maintaining its set thickness,
reduction of the time required for working metal, improve-
ment of the cutting edge surface roughness, a reduction in the
number of operations required to work a blank in the process
of'ultrasonic forging, an increase of the wear-out period of the
tools, an improvement of the process controllability and auto-
mation. The technical result, which may be achieved while
making the claimed device, relates to an increase of the wear-
out period of the striker working surfaces, an improvement of
the cutting edge quality with the simultaneous reduction in
the number of passes required for making the product, an
improvement of the process controllability and automation.
Thetechnical result, which may be achieved when making the
claimed striker, relates to reduction of its working surface
wear, an improvement of the cutting edge quality of the fin-
ished product, an increase in the period of the striker working
capacity, as well as a reduction in the deformation force
necessary for producing a wedge-shaped blade.

In order to solve the set task and achieve the stated techni-
cal result, the known method of making cutting tool edges,
which comprises deforming a plate side located between the
cone-shaped surfaces of the strikers by ultrasonic forging
with simultaneously moving the plate transversely relative to
the longitudinal axes of the strikers for the purpose of forming
a wedge-shaped blade on the plate, is supplemented, accord-
ing to the invention, with the operation of rotating the strikers
around their longitudinal axes when a plate side is deformed
by ultrasonic forging.

Additional variants of carrying out the claimed method are
possible, wherein it is advisable that: the strikers are rotated in
the direction of the plate movement; the strikers are rotated in
the direction opposite to the direction of the plate movement;
one striker is rotated in the direction of the plate movement,
while the other is rotated in the direction opposite to the
direction of the plate movement; a circumferential rotational
velocity of the strikers is selected in the interval V, =+xV,,
where V,, is the speed of the plate movement, and y is a value
in the range from 0.1 to 1.5; when deforming a plate side by
ultrasonic forging the plate end should be deepened toward
the striker working surfaces to a distance 1, which is selected
in the interval 1.1t/(4tg a)>1=t/(4tg o), where t is the plate
thickness, and o is an angle between the generatrix of the
striker cone-shaped surface the transverse axis of the plate, tg
is the trigonometric function “tangent”; on each striker a
recess with the curvilinear generatrix on its cone-shaped sur-
face should be made, the said curvilinear generatrix should
correspond to the form of a wedge-shaped blade surface
produced; after deformation the plate should be thermally
treated, and afterwards the edge of the wedge-shaped blade
should be finished to a depth of 0.01-0.05 mm.

In order to solve the set task and achieve the stated techni-
cal result the known device for making cutting tool edge,
which comprises strikers connected to sources of ultrasonic
vibrations, arranged one opposite the other and having work-
ing surfaces made cone-shaped, and a mechanism made so as
to ensure the plate movement between the striker working
surfaces transversely relative to their longitudinal axes and
installed with the possibility of deforming a plate side, is
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supplemented, according to the invention with a drive made
with the possibility of rotating strikers around their longitu-
dinal axes.

Additional variants of making the claimed device are pos-
sible, wherein it is advisable that: the drive should be made
with the possibility of rotating the strikers in the direction of
the plate movement; the drive should be made with the pos-
sibility of rotating the strikers in the direction opposite to the
direction of the plate movement; the drive should be made
with the possibility of rotating one striker in the direction of
the plate movement and the other striker in the direction
opposite to the direction of the plate movement; the working
surfaces of the strikers should be made with a recess having a
curvilinear generatrix; the curvilinear generatrix of the recess
should be described by the quadratic polynomial
Y=+AX,+BX=+C, where Y is the direction along the trans-
verse axis of the striker, and X is the direction along the
longitudinal axis of the striker; the curvilinear generatrix
should be described by the quadratic polynomial
Y=-0.135X>-0.0646X+0.05; a distance 1 of deepening the
plate end toward the striker working surfaces should be
selected in the interval 1.1t/(4tg a)>1=t/(4tg o), where t is the
plate thickness, and « is an angle between the generatrix of
the striker cone-shaped surface and the transverse axis of the
plate.

In order to solve the set task in a known striker for ultra-
sonic making cutting tool edges, which comprises the work-
ing surface made cone-shaped and intended for deforming a
plate end by ultrasonic forging for the purpose of producing a
wedge-shaped edge, according to the invention a recess is
made on the cone-shaped working surface, the generatrix of
which is made corresponding to the form of a wedge-shaped
edge surface.

Additional variants of making the claimed striker are pos-
sible, wherein it is advisable that: the recess should be made
with a curvilinear generatrix described by the quadratic poly-
nomial Y=+AX?+BX=C, where Y is the direction along the
transverse axis of the striker, and X is the direction along the
longitudinal axis of the striker; the curvilinear generatrix
should be described by the quadratic polynomial
Y=-0.135X>-0.0646X+0.05.

The above-mentioned advantages as well as the specific
features of this invention will be explained by describing its
preferred embodiments with references to the appended
drawings.

FIG. 1 shows a scheme of a device for carrying out the
claimed method, where the arrows show the direction of
influencing by ultrasonic vibrations, the application of a static
load, and the rotation of the ultrasonic vibration converters
together with the strikers attached thereto;

FIG. 2 isthe A-A section shown in FI1G. 1, where the arrows
show the direction of plate movement, the direction of striker
rotation, as well as the deformation area of the E plate;

FIG. 3 is the C-C section shown in FIG. 2, where the
position of a plate relative to the strikers is shown, and in the
upper part of the sheet, on leaders, the position of the plate is
shown, when it leaves the deformation area: 1“—at an exces-
sively shifted volume of the plate, i.e., its end to a distance
I>1* toward the striker working surfaces, 1°—at an insuffi-
ciently shifted volume I<1*, and I°—an ideal case where 1=1*;

FIG. 4 shows a scheme of changing a cross-section of a
rectangular plate in the deformation area E in subfigures:
a—before deformation (a cross-section through points. B in
FIG. 2); b—during subsequent deformation (cross-section
I-1, FIG. 2); c—in the middle of deformation (cross-section
1I-11, FIG. 2); d&—when leaving the deformation area E (cross-
section C-C, FIG. 2);
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FIG. 5 is a schematic diagram of changing the frictional
force components between the deformed plate and the rotat-
ing strikers;

FIG. 6 shows two curve lines corresponding the curvilinear
generatrices of the recess on the working cone-shaped sur-
faces of the strikers.

FIG. 7 shows a cross-section of a wedge-shaped razor
blade produced according to a commonly known technology
by several grounding passes with the formation of planes
conjugated therebetween at angles, which value is gradually
reduced in the direction from the edge of the blade;

FIG. 8 shows the working surface of a striker with a cur-
vilinear generatrix approximating the broken line shown in
FIG. 7,

FIG. 9 schematically shows the finishing of the tip of a
cutting tool edge after a thermal treatment.

The method of making a cutting tool edge (FIG. 1, 2)
includes deforming, by ultrasonic forging, a side of the plate
1, when the said side is located between the cone-shaped
surfaces of the strikers 2 and 3, with the simultaneous move-
ment of the plate 1 relative to the longitudinal axes of the
strikers 2 and 3 transversely for the purpose of forming a
wedge-shaped edge on the plate 1. When a side of a plate is
deformed by ultrasonic forging, the strikers 2 and 3 are
rotated around their longitudinal axes.

It would be understood by those skilled in the art that a
drive for rotating the strikers 2 and 3 may be made completely
different. In order to ensure the possibility of rotating the
strikers 2 and 3 in the opposite directions, for example in such
a way that the strikers can rotate in the direction of movement
of the plate 1, or in the direction opposite to the direction of
movement of the plate 1, or that the striker 2 can rotate in the
direction of movement of the plate 1 and the striker 3 can
rotate in the direction opposite to the direction of movement
of the plate 1, an independent drive, which comprises two
electric motors 4 and 5, may be used for rotating each of the
strikers 2 and 3 individually. On each of the waveguides 6 and
7 for the strikers 2 and 3 the sleeves 8 and 9, respectively, are
installed with gears, which are connected via a gear train with
the gears installed on the shafts of the electric motors 4 and 5.

FIG. 1 also schematically shows: the guide 10 for moving
the plate 1 transversely relative to the longitudinal axes of the
strikers 2 and 3; the brackets 11 and 12 for installing the
strikers 2 and 3 with the possibility of shifting their longitu-
dinal axes by 2°; the converters 13 and 14 of electric pulses
into ultrasonic vibrations, which are connected via the
waveguides 6 and 7 to the strikers 2 and 3, respectively; the
covers 15 and 16 installed on the sleeves 8 and 9 for fixing
them and preventing them from dropping. The straight arrows
in FIG. 1 along the longitudinal axes of the strikers 2 and 3
show the directions of ultrasonic vibrations; the round arrows
show the possible directions of rotation of the strikers 2 and 3;
and the arrow P shows the application of a static load. The
bracket 12 is rigidly fixed to the vertical stand, and the bracket
11 has the possibility of moving vertically for applying the
load P to the plate 1. The axes L1 and L2 of the strickers 2, 3
may be tilted against each other with a total angle between 0°
and 15°, preferably between 0.5° and 6° between the axes [.1
and L2.

The device works as follows (see FIG. 1). The strikers 2 and
3 are connected via the waveguides 6 and 7 to the converters
13 and 14, respectively. The waveguides 6 and 7 are rigidly
fixed inside the hollow sleeves 8 and 9, which are precisely
arranged in the brackets 11 and 12. The sleeves 8 and 9 with
the gears are provided with the covers 15 and 16 preventing
the former from dropping out, and, correspondingly, are indi-
vidually rotated by the electric motors 4 and 5 with the use of
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the gear trains. The guide 10 with the mechanism for moving
the plate 1 ensures its movement transversely relative to the
longitudinal axes of the strikers 2 and 3 for the purpose of
making straight cutting edges. For the purpose of making
curvilinear cutting edges, e.g., for scalpels, the plate 1 is
moved transversely along a set trajectory.

As studies show, the circumferential rotational velocity of
the strikers 2 and 3 may be selected in a wide range, and it
depends on the material of the plate 1, its hardness, the mate-
rial of the strikers 2 and 3 and their hardness. For example, the
higher is the circumferential rotational velocity of the strikers
2 and 3 in the direction of movement of the plate 1 (see FIG.
2), the lesser is wear of their working surfaces, but the quality
of'a wedge-shaped edge is somehow impaired, and the sizes
of microscopic irregularities grow. The higher is the circum-
ferential rotational velocity of the strikers 2 and 3 in the
direction opposite to the direction of movement of the plate 1,
the quicker is wear of their working surfaces, but in this case
the quality of a wedge-shaped edge is better, and the sizes of
microscopic irregularities decrease.

Microscopic irregularities in the process of ultrasonic forg-
ing by cone-shaped sides 2 and 3 appear practically always,
which is connected with a frequency of ultrasonic vibrations:
The higher the frequency of ultrasonic vibrations, the smaller
the sizes of irregularities. Under the action of ultrasonic
vibrations (see the direction of the straight arrows in FIG. 1)
when deforming the plate 1 and its movement at a speed V,,
(FIG. 2), the cone-shaped surfaces of the strikers 2 and 3 are
quasi-reorganized in the common case into the flat surface of
awedge-shaped edge. The line, along which the cone-shaped
surfaces of the strikers 2 and 3 are conjugated with an end of
the plate 1, makes vibrations directly related to an ultrasonic
frequency. Since this line vibrates with an ultrasonic fre-
quency, irregularities appear, which are, surely, significantly
less than at usual grounding and have, in contrast to ground-
ing, longitudinal, rather than radial, orientation.

With due regard to selected vector directions of movements
of the plate 1 and the strikers 2 and 3, the circumferential
rotational velocity V,,,, of the strikers 2 and 3 may be selected
in the interval £y V, , where V,, is the movement speed of the
plate 1, and y is a value within the range from 0.1 to 1.5. Thus,
for example, at V, =10 m/min the circumferential rotational
velocity V,,, of the strikers 2 and 3 may be in the interval from
V,,~1 m/min to V,_=15 m/min.

The process of deforming the plate 1 is explained with the
use of FIGS. 2-5.

With reference to FIG. 2 and FIG. 3, when the plate 1
moves in the said direction at a speed V,,, irrespective of the
rotational direction of the strikers 2 and 3, the deformation
area E begins in points B located on the diameter d' and has a
length M depending on the angles o and 3.

The beginning of the plastic deformation directly depends
on a thickness t of the plate 1. FIG. 3 shows a scheme of
transforming the deformation area of the rectangular plate 1
into a wedge-shaped cutting edge, by which a size 1 of posi-
tioning the plate 1 relative to the strikers 2 and 3 may be
determined. According to FIG. 3, in an ideal case the areas S,
of the two triangles located on sides of the plate 1 should be
completely transformed into the area S, of one triangle
located in the area of the produced cutting edge (i.e., located
in the vertex of conjugation of the cone-shaped surface of the
strikers 2 and 3 with their flat surfaces of the least diameter).
At that, the deepening 1 of the plate 1 into the forging area
would be 1=t/(4tg o), where tis the plate thickness, and o is an
angle between the generatrix of the cone-shaped surface of
the striker (2 or 3) and the transverse axis of the plate 1. As is
seen on FIG. 3, the deepening to a distance | is a distance, to
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which the end of the plate 1 enters the forging area, trans-
versely relative to the longitudinal axes of the strikers 2 and 3,
by the cone-shaped surfaces of the strikers 2 and 3.

With reference to FIG. 3, the leaders to the area I, which is
shown by a circumference, present the situation 1“ when the
value1is made higher, 1” is made lesser, I¢ is an ideal case. As
the practice shows, the position 1 is a preferable one, since
the presence of a burr of 0.01-0.05 mm does not form an
obstacle for finishing works, but insufficient filling of the
wedge (variant 1?) may raise difficulties due to significant
volume of metal to be removed when carrying out finishing
precision grounding. The ideal case (I) is practically unat-
tainable due to variations in the thickness t of the plate 1 and
errors in other parameters determining the volume of material
to be transformed. Therefore, as tests have shown, when
deforming a side of the plate 1 by ultrasonic forging, its end
should be deepened toward the working surfaces of the strik-
ers 2 and 3 to a distance 1, which is best selected in the interval
1.1t/(4tg o)>1=t/(dtg o). In this case a wedge-shaped edge
may be produced for one pass of the plate 1.

In FIG. 3 an undesirable case is shown, which corresponds
to the variant I” where the areas of the two triangles S1 located
on the sides of the plate 1 may not be completely transformed,
when the plate 1 is deformed, into the area of one triangle S2
located in the area of the edge thus produced. At an angle a.,
equal to 45° for the sake of explanation of the process carried
out and the simplicity of understanding the drawing, though,
in reality, there may not be cutting angles equal to 90° (actual
cutting angles are from 10° to 30°) for the variant 1 the value
1 (shown on the left) should be somewhat greater than the
valueI* (shown on the right). For the ideal variant I the value
1 (shown on the left) should be equal to the value 1* (shown on
the right).

FIG. 4 represents a scheme of forming a wedge-shaped
cutting edge on a rectangular plate 1 by ultrasonic forging
according to the ideal variant 1°: a—before deformation (a
cross-section through points B in FIG. 2); b—during subse-
quent deformation (cross-section I-I, FIG. 2); c—in the
middle of deformation (cross-section I1-11, FIG. 2); d—at the
time when a finished product leaves the working surfaces of
the strikers 2 and 3 (cross-section C-C, FIG. 2) and the pro-
duced cutting edge width of the wedge-shaped blade is equal
to k.

With reference to FIG. 2 and FIG. 3, it can be seen on the
deformation area E that metal is shifted transversely to the
movement direction of the plate 1, i.e., toward the side where
the edge of the wedge-shaped blade is formed, which is
facilitated by the action of the strikers 2 and 3 on the worked
metal in the local area, while the remaining part of the plate 1
is in the “frozen” condition.

FIG. 5 shows practically the same things as FIG. 2, but on
a larger scale and with the demonstration of the frictional
forces arising during the process of ultrasonic forging when
the strikers 2 and 3 are rotated.

Now, variants may be considered where the strikers 2 and
3 may rotate at an angular speed +m in the movement direc-
tion of the plate 1 and - in the opposite direction.

The deformation of the plate 1 begins in the point B located
onthe diameter d', which depends on the thickness of the plate
1 and the angle o of the cone-shaped working surface of the
striker 2 or 3, and stops on the line perpendicular to the
longitudinal axis of the plate 1 and going through the longi-
tudinal axes of the strikers 2 and 3. The angle a is an angle
between the generatrix of the cone-shaped surface of one of
the strikers 2 or 3 and the transverse axis of the plate on the
line perpendicular to the longitudinal axis of the plate 1 and
going through the longitudinal axes of the strikers 2 and 3.
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Let’s consider the process proceeding in the point B at an
angle speed +w and V,_=V,, where VK, , is the circumfer-
ential rotational velocity of the strikers 2 and 3, and V,, is the
linear speed of movement of the plate 1. The frictional force
+F7, and, correspondingly, the circumferential velocity
+V,,,, goes via the point B at a tangent to the diameter d'. The
force +F may be decomposed, according to the vector rule,
into two components, one of which is directed along the
movement of the plate 1, and the other component +F, is
directed transversely to the longitudinal axis of the plate 1. As
can be seen in FIG. 5, the frictional component +F, prevent
metal from moving in the upper layers of the plate 1 toward
the strikers 2 or 3.

It may be stated:

rot

2-M
+F = Ff’-sinﬁ’zFf’-d—

2.Va =P

= Ffr.
d

; where

r

[=——.
4.5

The above mathematical expression shows that the force
+F, decreases with an increase in the diameter d', the angle of
the cone a of the cone-shaped working surface of the striker 2
or 3, and increases with an increase in the thickness t of the
plate and the angle 3.

Italso can be seen in FIG. 5 that when the plate 1 leaves the
deformation area, the component +F, decreases to 0.

Ifthe strikers 2 and 3 are rotated in the direction opposite to
the movement direction of the plate 1, then, correspondingly,
the force component -F, appears, which is directed toward
the strikers 2 and 3 and facilitates movement of metal in the
upper layers of the plate 1 toward the strikers 2 and 3.

Hence, when deforming the plate 1 by ultrasonic forging at
rotating the strikers 2 and 3 in the movement direction of the
plate 3, the frictional forces create conditions, which retard
the flow of metal layers adjacent to the forming cone-shaped
surfaces of the strikers 2 and 3. It enables to raise wear
resistance of the strikers 2 and 3 significantly, especially in
their critical, most subject to wear area, namely, in the area of
forming the edge of a wedge-shaped blade, as well as exclude
a hidden defect in the form of a narrow slit-like microscopic
void located in the plane of symmetry of the cutting edge due
to slower flow of the outer layers of the plate 1. In such a case
a plate with a rectangular end may be used.

And, when the strikers 2 and 3 are rotated in the direction
opposite to the movement direction of the plate 1, transverse
strains are created in the outer layers of the wedge-shaped
cutting edge being formed, which facilitate metal flow, accel-
erate the ultrasonic forging process and result in producing
the thinnest and sharpest cutting edge of a wedge-shaped
blade. In this case it is advisable to use a blank—plate 1 with
a rounded end.

It follows from the above examples that a compromise
variant is also possible, when one of the strikers, e.g., the
striker 2, is rotated in the movement direction of the plate 1,
and the other striker, e.g., the striker 3 is rotated in the direc-
tion opposite to the movement direction of the plate 1. This
variant is preferable for producing a cutting edge of minimum
thickness due to the creation of frictional forces directed to
the opposite sides.

A rather big number of experiments were carried out for
producing razor blades blanks. For this the plate 1—a band
with the thickness t=0.1 mm was used. Ultrasonic vibrations
were applied at the frequency of 20 kHz. The following
parameters were used: a=9.5°; §=14°, d'=15 mm; D=18 mm;
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V,=10 m/min~17 mm/s; the speed of the strikers=22 rpm.
The frictional force component +F, (-F,) was 24% of +F*
(-F"™).

First, the strikers 2 and 3 were rotated in the movement
direction ofthe plate 1 made with arectangular end. It became
possible to produce app. 19% of the blanks having practically
no burrs, 58% of the blanks with a burr 0.01 to 0.03 mm, 23%
of the blanks with a burr 0.03 to 0.05 mm.

Then the strikers were rotated in the direction opposite to
the movement direction of the plate 1 made with a rounded
end. It became possible to produce app. 28% of the blanks
having practically no burrs, 61% of'the blanks with a burr 0.01
to 0.03 mm, 11% of the blanks with a burr 0.03 to 0.05 mm.

After that the strikers 2 and 3 were rotated in the opposite

directions. For the plate 1 made with a rounded end it became
possible to obtain the cutting edge sharpness 1-1.5 microns.
32% of the blanks had practically no burrs, 64% of the blanks
had burrs 0.01-0.03 mm, 4% of the blanks had burrs 0.03-0.05
mm.
For the plate 1 made with a rectangular end it became
possible to obtain the cutting edge sharpness 1.3-1.6 microns.
32% of the blanks had practically no burrs, 62% of the blanks
had burrs 0.01-0.03 mm, 8% of the blanks had burrs 0.03-0.05
mm.

In the claimed method the working cone-shaped surface of
the strikers 2 and 3, which uniformly moves, due to rotation,
along the deformed end of the plate 1, is subject to wear along
the whole periphery, rather than on a local area; this leads to
many-time increase of wear resistance of the strikers 2 and 3
and, correspondingly, to more infrequent stops of the process
and re-adjustments of the equipment.

In order to speed up the process of ultrasonic forging,
producing a wedge-shaped edge of higher quality from the
plate 1, as well as decreasing wear of the working surfaces of
the strikers 2 and 3, on each of the strikers 2 and 3 (see FIG.
6) a recess with a curvilinear generatrix is additionally made.
This recess is made along the whole periphery of the striker
working surface. Its making enables to decrease the deforma-
tion force, ensure a flow of lesser volumes of the metal outer
layers toward the strikers 2 and 3, and, consequently, improve
the quality of the wedge-shaped surface of the blade and its
cutting edge. At that, the said curvilinear generatrix of the
recess on the cone-shaped surface of the strikers may corre-
spond to the form of a wedge-shaped edge surface thus pro-
duced for producing such edge for one pass of the plate 1.

In a case of a small burr (variant [* in FIG. 3) the plate 1 is
thermally treated (hardened), and after that the wedge-shaped
cutting edge is finished (treated with leather discs) to a depth
of 0.01 to 0.05 mm. FIG. 9 shows a common variant of
finishing the cutting edge with the use of leather discs 20. This
variant is suitable when making, e.g., razor blades, various
medical tools, scalpels, tools for microsurgery, etc. In the
ideal case (variant I° in FIG. 3), or if rather flexible technical
requirements to the quality of the cutting edge are set, e.g.,
when making knives, scissors, etc., a plate 1 is subject to
thermal treatment only, and, if necessary, to subsequent usual
grounding of the respective tool.

It should be also noted that ultrasonic forging enables to
make a cutting edge before hardening a material, and after
that treat it thermally and finish the cutting edge. Common
grounding methods of making tools require a material, which
is thermally hardened already. Therefore, those skilled in the
art will understand that the making of tools by ultrasonic
forging is much less labor-intensive, as compared to tradi-
tional methods of grounding.

Thus, the device for carrying out the claimed method of
making cutting tool edges (FIG. 1) comprises the strikers 2
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and 3 connected to sources of ultrasonic vibrations, i.e., the
converters 13 and 14. The strikers 2 and 3 are arranged one
opposite the other, and their working surfaces are made cone-
shaped, rather than strictly conical, i.e., with reduction in the
cross-section diameter in one direction, so as the cross-sec-
tion diameter in the part of a striker, which forms the cutting
edge, is less than the cross-section diameter in the part of that
striker, which forms the periphery of the wedge-shaped edge.
The device comprises a mechanism (not shown in FIG. 1)
ensuring movement of a plate 1 between the working surfaces
of'the strikers 2 and 3 transversely relative to their longitudi-
nal axes. The said mechanism is made on the base ofthe guide
10, which is spatially installed with the possibility of ensuring
deformation of a side of the plate 1. A specific feature of the
claimed device is the addition of a drive made with the pos-
sibility of rotating the strikers 2 and 3 around their longitudi-
nal axes. The drive, e.g., may be comprise two electric motors
4 and 5, the shafts of which are connected via gear trains
having sleeves 8 and 9. The sleeves 8 and 9 are attached to the
waveguides 6 and 7.

The operation of the claimed device has been described in
detail earlier, in the section on the claimed method.

Furthermore, a specific feature of the claimed device is that
its strikers have a recess on the working surface. The genera-
trix of this recess may be made in correspondence with the
surface form of a wedge-shaped edge.

When using traditional grounding methods, for several
passes it is possible to make a finished product similar to a
product that may be made with the use of the claimed striker
for one pass, i.e., a striker, which working surface has a recess
with a curvilinear generatrix. For example, the Moscow Plant
“Mostochlegmash” produced razor blades, and a cross-sec-
tion of such a wedge-shaped blade has the appearance shown
in FIG. 7. Due to the use of the multi-pass grounding process
the surface of a wedge-shaped blade consists of several
planes, which, in their cross-section, form a broken line with
angles gradually diminishing in the direction from the cutting
edge of the blade. In the result, when using grounding prod-
ucts with rough surface are always obtained.

Such a product, however, may be made with a smooth
surface, if ultrasonic forging is used.

A broken line may be mathematically expressed, in par-
ticular, by a quadratic polynomial.

After establishing typical points of breakage of a broken
line in the cross-section shown in FIG. 7 and substituting their
coordinate values to a quadratic polynomial of the kind
Y=+AX?+BX=C, where Y is the direction along the trans-
verse axis of the striker 2 or 3, and X is the direction along the
longitudinal axis of the striker 2 or 3, the broken line is
approximated to a curve (see FIG. 6). Thus, a recess with a
curvilinear generatrix is determined by the said quadratic
polynomial. Thus, for a particular wedge-shaped edge pro-
duced by grounding (see FIG. 7) the curvilinear generatrix of
the recess is described by the quadratic polynomial
Y=-0.135X>-0.0646X+0.05 (see FIG. 8). On the working
surfaces of the strikers 2 and 3 a recess is duly made with the
curvilinear generatrix described by this equation. In the
result, a similar product is made by ultrasonic forging, but it
has a smooth surface and improved strength characteristics.
Moreover, as it has been already said, making a recess with a
curvilinear generatrix on the working surface of the striker
improves the conditions for flow of metal layers at the time of
ultrasonic forging.

The claimed method of making a cutting tool edge, the
device for carrying out the claimed method, and a striker
included in the said device may be most successfully indus-
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trially applied for making various tools having improved
performance, high wear resistance parameters and cutting
edges of small thicknesses.

The invention claimed is:

1. A method of making a cutting edge of a cutting device,
said cutting device comprising a plate with a plate region
adjacent to an edge,

wherein at least a portion of the plate region and the edge

are positioned between two strikers of an ultrasonic
forging device,

wherein the cutting edge is formed from the plate region

and the edge by simultaneously moving the plate in a
direction parallel to the edge and essentially orthogonal
to the longitudinal axes (L1, [.2) of the strikers during
operation of the strikers, and

wherein the strikers are rotated around their longitudinal

axes (L1, L.2) during operation, and

wherein when deforming the edge by ultrasonic forging the

edge is deepened toward the working surfaces to a dis-
tance 1, which is selected in the interval 1.1t/(4tg o)>1=t/
(41g a), where t is the plate thickness, and o is the angle
between the generatrix of the cone-shaped working sur-
face and the center plane (Z) of the plate.

2. The method according to claim 1, wherein both strikers
are rotating such that the tangential velocity movement direc-
tion (V) of such parts of working surfaces of both strikers,
which come in contact with the edge, are essentially parallel
with the direction (V,,) of the plate movement, or wherein the
tangential velocity movement directions (V) are essentially
antiparallel with the direction (V,,) of the plate movement, or
wherein the tangential velocity movement direction (V) of
one striker is parallel and of the other is antiparallel with the
direction (V,)) of the plate movement.

3. The method according to claim 1, wherein the strikers
are rotating with a tangential velocity (IV 1), measured at the
radius (R) of the working surfaces which first comes into
contact with the edge, being selected from an interval
IV, d=%xIV, |, wherein IV, | is the velocity of the plate move-
ment, and ¥ is a value in the range from 0.1 to 1.5.

4. The method according to any of the claims 1 to 3,
wherein the working surface of at least one striker is cone-
shaped with a curvilinear generatrix.

5. The method according to claim 4, wherein the curvilin-
ear generatrix of the cone-shaped working surface is
described by the quadratic polynomial Y=+xAX*+BX=C,
where Y is the direction along the transverse axis of the
striker, and X is the direction along the longitudinal axis of the
striker.

6. The method according to claim 5, wherein the curvilin-
ear generatrix of the cone-shaped working surface is
described by the quadratic polynomial Y=-0.135X>-
0.0646X+0.05, wherein the parameters A, B, and C may
optionally be varied by less than £5%, preferably less than
+2%.

7. The method according to any of the claims 1 to 3,
wherein the at least the cutting edge, preferably the plate, is
made of a metallic material.

8. The method according to any of the claims 1 to 3,
wherein the plate is thermally treated after ultrasonic forging,
and after said thermal treatment the cutting edge of the cutting
device is finished to a depth of 0.01-0.05 mm.

9. The method according to any of the claims 1 to 3,
wherein the cutting device is a razor blade band, a medical
tool, a scalpel, or a tool for microsurgery.

10. A device for making a cutting edge of a cutting device
from a plate, comprising:
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a) two strikers connected to sources of ultrasonic vibra-
tions, the strikers arranged one opposite the other and
having cone-shaped working surfaces,

b) means to move the plate in directions parallel to the edge
of'the plate and transversely to the longitudinal axes (.1,
L.2) of the strikers, and

¢) means to rotate the strikers around their longitudinal
axes (L1, L.2) simultaneously with movement of the
plate during operation of the strikers,
wherein when deforming a plate side by ultrasonic forg-

ing the plate end is deepened toward the working
surfaces to a distance 1, which is selected in the inter-
val 1.1t/(4tg a)>1=t/(4tg ), where t is the plate thick-
ness, and « is the angle between the generatrix of the
striker cone-shaped surface and the transverse axis of
the plate.

11. The device according to claim 10, wherein both strikers
are rotatable such that the tangential velocity movement
direction (V,) of such parts of working surfaces of both
strikers, which come in contact with the edge, are essentially
parallel with the direction (V,) of the plate movement, or
wherein the tangential velocity movement directions (V) are
essentially antiparallel with the direction (V,,) of the plate
movement, or wherein the tangential velocity movement
direction (V) of one striker is parallel and of the other is
antiparallel with the direction (V,,) of the plate movement.

12. The device according to claim 10, wherein the working
surfaces of the cone-shaped strikers have a curvilinear gen-
eratrix.

13. The device according to any of the claims 10 to 12,
wherein the curvilinear generatrix of the cone shaped work-
ing surface is described by the quadratic polynomial
Y=+AX?+BX=C, where Y is the direction along the trans-
verse axis of the striker, and X is the direction along the
longitudinal axis of the striker.

14. The device according to claim 13, wherein the curvi-
linear generatrix of the cone shaped working surface is
described by the quadratic polynomial Y=-0.135X°-
0.0646X+0.05, wherein the parameters A, B, and C may
optionally be varied by less than £5%, preferably less than
+2%.

15. A method of making a cutting tool edge, comprising
deforming a plate end, as located between the conical sur-
faces of strikers, by ultrasonic forging, with simultaneously
moving the plate relative to the longitudinal axes (L1, [.2) of
the strikers in the transverse direction for the purpose of
forming a wedge-shaped edge on the plate, characterized in
that when deforming a side of the plate by ultrasonic forging
the strikers are rotated around their longitudinal axes (L1,
L2),

wherein when deforming a plate side by ultrasonic forging
the plate end is deepened toward the striker working
surfaces a distance 1, which is selected in the interval
1.1t/(4tg a)>1=t/(4tg o), where t is the plate thickness,
and a is the angle between the generatrix of the striker
cone-shaped surface and the transverse axis of the plate.

16. The method according to claim 15, characterized in that
the strikers are rotated in the movement direction (V,,) of the
plate.

17. The method according to claim 15, characterized in that
the strikers are rotated in the direction opposite to the move-
ment direction (V,,) of the plate.

18. The method according to claim 15, characterized in that
one striker is rotated in the movement direction (V) of the
plate and the other striker is rotated in the direction opposite
to the movement direction (V,,) of the plate (1).
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19. The method according to claim 15, characterized in that
the circumferential rotational velocity of the strikers is
selectedinthe interval V, , =+yV, where V, is the speed of the
plate movement, and 7 is a value in the range from 0.1 to 1.5.

20. The method according to claim 15, characterized in that
on each striker a recess with a curvilinear generatrix on its
cone-shaped surface is made, the said curvilinear generatrix
corresponding to the form of a wedge-shaped blade surface
produced.

21. The method according to claim 15, characterized in that
after deformation the plate is thermally treated, and after-
wards the edge of the wedge-shaped blade is finished to a
depth of 0.01-0.05 mm.

22. A device for making cutting tool edges, comprising
strikers connected to sources of ultrasonic vibrations,
arranged one opposite the other, and having working surfaces
made cone-shaped, and a mechanism made so as to ensure the
plate movement between the striker working surfaces trans-
versely, relative to their longitudinal axes (L.1,1.2) and
installed with the possibility of deforming a plate side char-
acterized in that a drive is provided, the drive configured to
rotate the strikers around their longitudinal axes (L.1,1.2),

wherein a distance 1, to which the plate end is deepened

toward the striker surfaces, is selected in the interval
1.1t/(4tg a)>1=t/(4tg o), where t is the plate thickness,
and a is the angle between the generatrix of the striker
cone-shaped surface and the transverse axis of the plate.

23. The device according to claim 22, characterized in that
the drive is configured to rotate the strikers in the movement
direction of the plate.

24. The device according to claim 22, characterized in that
the drive is configured to rotate the strikers in the direction
opposite to the movement direction of the plate.

25. The device according to claim 22, characterized in that
the drive is configured to rotate one striker in the movement
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direction of the plate and rotating the other striker in the
direction opposite to the movement direction of the plate.

26. The device according to claim 22, characterized in that
on the cone-shaped surface of the striker a recess with a
curvilinear generatrix is made.

27. The device according to claim 22, characterized in that
a curvilinear generatrix of the recess is described by the
quadratic polynomial Y=+AX?+BXxC, where Y is the direc-
tion along the transverse axis of the striker, and X is the
direction along the longitudinal axis ([.1,1.2) of the striker.

28. The device according to claim 22, characterized in that
a curvilinear generatrix is described by the quadratic polyno-
mial Y=-0.135X?-0.0646X+0.05.

29. A striker for ultrasonic making of a cutting tool edge,
which has the working surface made cone-shaped and
intended for deforming a plate side by ultrasonic forging for
the purpose of producing a wedge-shaped blade, character-
ized in that on the cone-shaped working surface a recess is
made, the generatrix of which is made corresponding to the
surface form of a wedge-shaped edge, wherein the recess is
made with a curvilinear generatrix described by the quadratic
polynomial Y=+AX*+BXxC, whereY is the direction along
the transverse axis of the striker, and X is the direction along
the longitudinal axis ([.1,1.2) of the striker,

wherein when deforming a plate side by ultrasonic forging

the plate end is deepened toward the striker working
surfaces a distance 1, which is selected in the interval
1.1t/(4tg a)>1=t/(4tg o), where t is the plate thickness,
and a is the angle between the generatrix of the striker
cone-shaped surface and the transverse axis of the plate.

30. The striker according to claim 29, characterized in that
the curvilinear generatrix is described by the quadratic poly-
nomial Y=-0.135X?-0.0646X+0.05.
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